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LOCATION AND PREPARATION OF TEST SPECIMENS

ASME IX Destructive Test Specimens
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Specimen Preparation, Side Bends

w fin.)

— {1al For procadure gualification of materials other than P-No_ 1 in T, i, ¥y in. F-No. 23 ™
QW-422, if the surfscas of the side bend test specimens are gas cut, — F-Nu- EEI or | Al other
removal by machining or grinding of not less than 1/8 in. from the | 3/8 10 1-1/2, . F-Nal 35' i tals
surface shall be raquired, inel. "

1/8 38

(1) Swch rernoval is not required for P-No. 1 materials, but any S :
resulting roughness shall be dressed by machining &r grinding, ' [Note (1)] 18 38

: 4

P |
[ i s 2 S PR [

~ {2} For performance qualification of all materials in QW-422, if the " r f i ¥
surfacés of yide bend tests are gas cut, any resultimg roughness shall T .

be dressed by machining ar grinding. :

-~

b in. or as 178 9A, min GENERAL NOTE:

required Ry=1/Bin max. Weld reinforcement and backing strip or backing ring, ifany, may b
TR | removed flush with the surface of the specimen. Tharmal cutting,

T N Fs
- 1 - _F__-_}_ machining, or grinding may be employed. Cold straightening is pér-
/"' ________ e j_r' W w4 mitted prior (& remaval of the reinforcement,
W 1

NOTE;
11) When specimen thickness T exceeds 1-1/2 in., use one of the fol-
|ovwing.
(8] Cut epecimen intg miultiple test specimens y of approximately
equal dimensions (34 in_to 1-1/2 in.).
¥ = tsted specimen thickness when multipie spacimens an
taken from ong coupon
(b] The specimen may be bent at full width, Ses FQUINements on
1ig width in OW-466.1.
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bin oras  1-4/2in. |

e irenllipe e

A= 1/8 in. max,

—.i- | v, in,
e U \G'-I P-Mo.23_F-MNo.23,
.y i'.‘F..‘-.r T, in. or P-No. 36 All other metals
e ey= 1116 < 1/8 T T
[ 17 Jl_'; (Plete] ([Pipe) 1/8-3/8 1/8 T
T o ST O (T =38 | 1/8 3/8
Face-bend spacimen — Plete end Pipe NOTES:

(1) Weld reinforcement and backing strip or backing ring, if any,
shall be removed flush with the turisce of the specimen, If &
recessed ring is used, this surface of the specimen mey be

& in or as 1-1/2in. : machined to a depth not exceeding the depth of the recess to
f————— required — I R =1/8in. max. remove the ring, except thet in such cases the thickness of
T 1 the finished gpecirmen ehall be thet specified above. Do not

U : flare-cut nonferrous material.
: ) h 12) 11 the pipe being tested is 4 in. nominal dismeter or less, the
|y 1-?-\ width of the bend specimen may be 3/4 in, for pipe digme-
T= ¥ ters 2 in, t@ and including 4 in. The bend specimen width
o m - — - —— — 1 (Plate) {Pipe) may be 3/B in, for pipe dismeters les: than 2 in, down 1o and
i ‘l f Iﬂ inghuding 3/8 in_ end o3 an alternative, if the pipe being tested
it squal to or less than 1 in. noming! plpe size (1.315 in.
RAoot-bend specimens — Plats and pips Q. 0.}, the width of the bend specimens mey be that obtained

by curting the pipé inté querter sections, less an all owance
for saws cuts or machine cutting. These specimens cut into
Guartér sections are not required to have one surfece ma-
chined flat as shown in OW-462.3(a). Bend specimeng taken

frém tubing of comparable sizes mey be handied in a similar
manmer .

QW-462.3(a) FACE AND ROOT BENDS — TRANSVERSE™

b in, or as 1-1/2im,

l—— requirel  ——————eee A= 1/B in. max

-

w, in, t_r kg
= b T o
All Face Foot
IP-No.23.F-No.23| other Band Band
T, in. or P.Ng, J& | matalg
1/16< 1/8 T [ T
1/8-3/8 148 l r
>3/8 118 | s
NOTE:

(1) Weld reinforcements and backing strip or backing ring. it any,
shgll be rémaved assentially flush with the undisturbed surface
of the base material. M a recessed strip it used, this surlbee of
the speciman may be machined 1o & depth not exceeding the
depth of the recess to ramowe the stelp, éxéept that in such cases
the thickness of the finished specimen shall be that speecified

above._

Specimen Preparation, Face and Root Bends



LANL Engineering Standards Manual 0ST220-03-01-ESM Chapter 13, Welding

GWS 1-05, Welder Performance Qualification and Certification, Attachment 9 Rev. 0, 8/16/04
Page 4 of 8

Specimen Preparation Lap Joint, Side Bends

QB-462 Test Specimens (Cont’d)
GENERAL NOTES:

10in. approx. la) Flange ¥ may be omitted from
[Mote {11] —_— = Saction B when “peeling” i4 to be
accomplished i 3 suigable
T tengign miachine,
(b) Specimen shall be brazed from
side marked £.

—L NOTE:!

{1} Length may vary to fit

e = ——— =
=
—

1
|
I
|
l
|
|
I
i

.

7 ; Section & | tEsting machine
Section B “‘[ B o
[ i '] 1 K= aT mun or @8 required by Pdhgn

¥
_i Approrimately, or sufficient

Fulcrum point for peeling purposts

QE-462.3 LAP JOINT PEEL SPECIMEN

1 Coscard | thig pigce 13 W

: :____""_-___-1__-*_'_—_?—_— e e e e a —
We=112in, Sectagn g spECimen 1530
_L Dscarg - :_ thig Pl;ll:; g LRKH"

z —,-I x r._
SECcuan A
Seetian E\\\\ =~ J

{ | -

L [ f i
M = 4T min_ or 83 required by desigr |-l— 1-112 in. —-.J

Alternate for Rabbet Joimt
GENERA|L NOTE:

Specimen chall be brazed from the side migrked 7.
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AWS D1.1 Destructive Test Specimens

Root-bend

Face bend 1 1 specimen
specimen
\"*\.‘_ i
G Direction of rolling
<o

Test Plate for Unlimited Thickness — Welder Qualification

Root-bend

Face bend 1 1 specimen
specimen
¢ o

Direction of rolling

"‘\__\

3 7 min
6 min o
e o]

Test Plate for Limited Thickness — All Position — Welder Qualification

Notes:
1. When radiography is used for testing, no tack welds shall be in the test area.

2. 'The backing bat thickness shall be %4 minimum to 3/s” maximum; backing bar width shall be 3” minimum when not

removed for radiography, otherwise 17 minimum.
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Location of Test Butt-Weld Specimens, API 1104

Root or
side bend

Top of pipe
“a
/ Nick-break

I
Nick-break ;'K
Root or

side bend

Greater than or equal to 2,375 (60.3 m
but less than or equal to 4.500" (114.3 mm);
also, less than or equal to 4.500" (114.3 mm
when wall thickness is greater than

0.500" (12.7 mm)

Ni

Root band or side bend

Nick-break

Tensile \\\\
Face or side bend %

Greater than 12.

Top of pipe

Face or

side bend
Root or \
side bend

Greater than 4.5]00' (114.3 mm)

o ~Nick-break

See Note 2

Top of pipe

4

Tensile

Nick-break

ck-break //’(

Tensile

Top of pipe

V7

4

750" (323.9 mm)

} P

but less than or equal to

12.750" {323.9 mm)
]

Root or
We bend
Face or

side bend

Face or side bend

Tensile

Root or side bend

,’// Nick-break

Root or side bend

\

Nick-break
Tensile

5

Face or side bend

Notes:

\\QFnce or side bend
Nick-break

N

Tensile

Root or side bend

1. At the company’s option, the locations may be rotated, provided they are equally spaced around the pipe; however, specimens

shall not include the longitudinal weld.

2. One full-section tensile-strength specimen may be used for pipe with a diameter less than or equal to 1.315 in. 33.4 mm,
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Order of Removal, ASME — Tube — Brazing Welds

Horizontal piane (when pipe is brazed

r
in flar-flow position )

GEMERAL MOTES:

{al Figure shown is for coupons over 3 in. O D.

b) For coupona 3 in. O, D, or less, twe coupons are
required for peel or section 1ests. One specimen
shall be removed from esch coupan. For coupans
under 1in. 0. D, the spacimen width shall be a
one-half section of the test coupon

NOTE:
(1] Location @ specimens 1o be:

Feel or sectioning specimens for lap joimts
Sectioning specirnens for rabbet joints
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Guided Bend Test Jig

Tapped hole to suit

testing maching Hardenad rollerg 1-1/2 in. diam.

| miay bé substituted for jig shou lders,
As raguired 1I
|

Ltﬁ-ﬂ—ﬂ.! regui red _‘_1

[':i’[ I
W

' 7 112 in.
B -iil rl: | 1-1/8 in.

Shoulders hardened
3in V¥ i~

1-1/8 in_I[
| SRS

aain 7 =1
| i
Zim, 2 ‘
37/8 in,
Thickness of

Specimen, in. A, i, g in G in, L, in.

3i8 1113 214 2318 1-116
r 4 it 6 4 118 aH+ 1016



